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The man 


on the job 
likes 


AND TIPS 


... because he can always count on Victor to fill his needs. Shown here 
is one of Victor's new LPCG series . . . available for both hand and ma 
chine cutting with new natural and propane preheat gas cutting tips 


Remember, Victor torches perform best when you use genuine Victor 
cutting tips. Order from your Victor dealer now and cut your costs 
with Victor cutting tips. 


ViICIOR EQUIPMEN] COMPANY 


Mfrs. of welding & cutting equipment; high pressure and large volume gas regulators; hardfac 
ing rods, blasting nozzles; cobalt & tungsten castings; straightiine and shape cutting machines 


for welding 


844 Folsom St., San Francisco 7 - 3821 Santa Fe Avenue, Los Angeles 58 
1145 E. 76th St., Chicago 19 


J. C. Menzies & Co., Wholly-Owned Subsidiary 
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It’s easy to 


Hobart ac-dc welder 


Hobart new ADI-364-S Ar« Welder 


makes you three times more versatile. A simplified 
col ld on ikes it easy to shift from AC 
welding to DC welding, to Inert Gas Welding 

is quickly as the need turns up. You 


need not be lin ited by lack of the right ty pe 
f equipment any longer because this new 


combination lets yvou take advantage of high 


speed electrodes, AC or Dt Reverse or Straight 
Polarity, for work on regular mild steel 
You can quickly change to alloy electrode 
and inert gas for specialized operations. When you 


elect the new Hobart ADI-364-S you can bi 
ure of having the RIGHT welder for the job 


HOBART BROS. CO. 
Box WJ-88, TROY, OHIO « Ph. FE2-1223 


Compare HOBART with these 


competitive units 


HOBART 
ADI-364 


aa YES NO NO 
YES YES NO 
YES | NO NO 


manufacturers of the world’s most complete 


line of arc welding equipment 
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here is an additional line every welding 
supply distributor can handle profitably 


whether or not you are now handling our line of welding and flame 


cutting apparatus these many air-gas torches will be of interest to 
you and can be handled by you at a desirable profit. Our brochure 
No. 8 illustrates and deseribes equipment which is noncompetitive 


but supplementary. here is a partial 


operations listed 


in our Brochure 


x ribbon flame burners 
e for the elass blower 
and others .. 
crosstires for all 
"4 fuel vases and either 
compressed air oa 


pure oxygen... 


small bene hy blow- 


pipes for labora- 


tories. radio 


technicians. 


orthodontists 


and others . 


air-gas mixers for 
purposes and 
in all capacities... 


fine needle valves in 


all SIZ@S ... 


a modern aleohol 
blowpipe for glazing. 


heat treating of 


molding ompounds, 


Is natural gas scheduled to replace a manufactured gas in your niisetiibies een 


surfaces or wor king 


territory? Lf so. we have something of special interest to you and 


your Gas Company. If this conversion has been made in the past, 
eannon fires which 


we have equipment your customers will be interested in. We have OSPR WRT 


designed. produced and used torches and other items for the con- gases with air or 


oxvveen 


trol of flammable gases since L910: and we have cooperated with 


small air-gas torches 


vas manufacturers and public utility companies for many years. 


USE... 


Please look at the column to your right for a partial listing of some 


of the torches our brochure illustrates and describes in a colorful preheating torches 


and interesting manner... write for it today 


in all sizes and 


capacities... 


it’s made by 


[National 


NATIONAL welding equipment COMPONY... 212 tremont street san francisce 5 california 


For details, circle No. 3 on Reader Information Card 


Jo 


ina 
| 
“7 
| 
— 
540 DEPT 


Less than 1% rejection by X-ray Tm 
with 


7018 


ALL POSITION IRON POWDER 
LOW HYDROGEN ELECTRODES 


AT 


KAISER STEEL CORPORATION 
Fabricating Division 
Montebello, Calif. 


Because of the size and weight (approx. 
13.3 tons each) many of the welds were 


made in the vertical position. 


requesting Bulletin AR-8-3: Alloy Rod: 
Company Pp O Box 1828, Yo rk, Per na YORK PENNSYIL VA ANIA UNDO CAI LIFORNIA 


NO FINER ELECTRODES MADE... ANYWHERE 
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Here’s a NEW WELDING TORCH that’s 
WATERTIGHT. .. buitt for HEAVY-DUTY SERVICE 
... yet weighs only | OUNCES! 


This new Henarc HW-18 Hand Welding Torch weighs 


only 7 ounces. making it easy for you to handle, less 


tiring. The special one-piece water cooling channel elimi- 
nates sources of leakage. And it’s made for rugged. heavy- 
duty service, 


YOU GET BETTER SHIELDING 
WITH LESS GAS 


Improved design of collet body and 
closer electrode fit assure uniform ar- 


von flow. without jetting or turbulence 


GIVES YOU RUGGED SERVICE 

loreh bods is Fiberglas-reintforced phe- 
nolie for greater resistance to heat and 
thermal shock. Hlandle is tough. pol 
ished plastic. Gas cups have t times the 


strength of ordinary cups 


LEAKPROOF 

Molded. One-piece water cooling 
sage has ne joints to permit leakage 
ne water drip to contaminate welds 


Diagram shows leak- 


prool, one-piece water 


EASY, MORE ECONOMICAL 
MAINTENANCE 

Collets. collet bodies. cups and caps are 
interchangeable with these of sour HW 
17 Series 2 Toreh. All coupling- have 


standard TAA connections. and adap 


cooling passage in 
LINDE’< new HELIARE 
HW-18 Hand Welding 


loreh 


See and trv this new HW-18 Toreh! For a 
demonstration, mail roupen today. Or eall your di-- 
tributor or nearest LINDE office. LINDE COMPANY. 
Division of Union Carbide Corporation. 30 East 42nd 
Street. New York 17. N.Y. Offices in other principal 
cities. In Canada: Linde Company, Divi-ion of 
L nion Carbide Canada Limited. 


tors are included. Your production co-t- 
ire lowered, too. for the new HW-18 
<aves time in hard-to-reach spots. Torch 
i- designed for continuou 


service. ac 


Dept. WIS, LInpDE COMPANY. Division of UCC 
30 East 2nd Street. New York 17. N.Y. ARGON SHUT-OFF VALVE 


Optional) <aves time. steps and argon, 
Please advise me where and when [Tecan examine I i 


ind try out the new Henrarc HW-18 Hand Weld- 


FOR THE BEST IN 


ELECTRIC WELDING 


10 Mende 


registered trade-marks of Union Carbide Corporation, 


STREET 


NAME 


erry ~TATH 


The term Lind Heliar snd arbide re 
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This cracked iron housing 
begged for retirement 


mp he x] ( Ove | ! 
Good to keep in mind and on hand 
So the Phe out tw et \nd in 9 out 
Richmond, Virgit ee if itcould to keep Ni-Rod “55’ 
: Booklet gives complete data 
Ni-Rod* “55 \ tells the Ni-R 
passes, and 23 pounds of Ni-Rod “55” Ni-Rod 1 es permanent 
Blectrod ehminated tne pa POSS tha minimum The International Nickel Company, Inc. 


time lost, and with a minimum « 

Back on the obi ] qdavs, tnis effort ent. It 
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wiles 


GOLD STAR 


ALL STAR 


300 . . . combination ac/dc welder design comes of age with 
this new Miller model. Features: new magnetic amplifier circuit; 
improved wave form; new arc starting control; three electrically 
controlled current ranges for finest adjustment; instant change- 

ever from ac to de; built-in high frequency. An entirely fresh 


miller ELECTRIC MANUFACTURING Company, ANC, 
in Conede by Conetion Liquid Air Co, tnd, 
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: SR... the de rectifier type welder with new com- - _ Set the Gold Star SR above and beyond the performance ; 
pletely sealed semimetallic rectifier, new transformer ra Standards ever before achieved by a de rectifier type 
e and new weld stabilized circuit. Result is easiest orc "welder. Designed primarily for compactness, the SRH is 
Starting ever; maximum arc stability; sounder, denser only high —is ideally suited for stacking or 
welds; current that handles all electrodes in all posi- . paralleling in minimum space. Three models, 200 to 400 
tions! Four models, 200 to 600 amps. amps. 
— ; 
3OO-M ... . an ac welder for inert gas and metallic arc proc- 
#8808. Combines unequalled welding characteristics with Millers 
start, Features: built-in high frequency, primary contactor and 
KYA control transformer. Offered in three basic models of 
Complete on any of the above welders 
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Application of magnetic-flux weldir 


INDUSTRIAL APPLICATIONS OF MAGNETIC- 
FLUX GAS-SHIELDED ARC WELDING 
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Fig. 5 Application of magnetic flux welding 
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Table 1—Conditions and Costs for Magnetic-Flux Ga: 
Shielded Arc Welding of |-beams 
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Fig. 18 Repair of large rock-crusher castings 
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Fig. 3. Bend and tensile specimens of weld GSMA 10¢ 
Tensile specimens failed at 72,100 and 71,6 ps Fa 


Base metal was aluminum bronze . 


Fig. 1 Bend and tensile specimens of weld GSTA 92. 


failed at 71,500 and 74,800 psi, see 
One failure ures occurred in weld 


See Table 5 x 


DAS 


Tensile specimens 
Table 5. Base metal was aluminum bronze. 


occurred in base metal adjacent to the weld. X 


110 Fig. 4 Bend and tensile specimens of weld GSMA 
Tensile specimens failed at 62,500 and 62,300 p 


Fig. 2 Bend and tensile specimens of weld GSMA 


Tensile specimens failed at 57,000 and 59,000 psi 
Failures occurred in base metal adjacent to the weld. An failure occurred in steel, the other failure occurred at int 
automatic travel carriage was used to produce this weld face between weld and steel. Base metals were Gciun rT 
Base meta! was silicon bronze. See Table 5. X bronze and steel. X 
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Fig 5 Photomacroar iph ¢ f a cross section of weld GSMA 


10S produced n tlluminum-bronze plate by fr 
manvua nert-gas-shielaed meta ir process This weld 
was completed in three passe KR 4 Reduced by 


upon reproduction 


Fig. 8 Photomacrograph of a cross section of weld GSMA 
108, produced silicon-bronze plate by the manual 
inert-gas-shieided metal-arc pr This weld was ccm- 
pleted in three ¢ f X 2 Reduced by upon re- 
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Fig. 6 Photomacrograph of a cross section of weld GSMA 
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production 
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Fig. 1¢ Photomacrograph of a cross section of weld GSMA 
110 produced in i con-bronze plate by the inert- 


gas-shielded metal-arc proc t was completed in two 
passes employing a travel carriage for automatic control. 
One pass was made on each side employing a square butt 
1roint Some slight misalignment resulted when the second 
pass was made on the reverse side. Note completely satis- 
factory penetratior X 5 Reduced by upon repro- 
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Fig. 11 Photomacrograph of a cross section of weld GSMA Fig. 13. Photomacrograph of a cross section of weld GSMA 
; 111 produced in -in. silicon-bronze plate by the manual 113 produced by the manual inert-gas-shielded metal-arc 
inert-gas-shielded metal-arc process. A square butt was process. It was completed in six passes. In this case q 
employed with a 1|- x -in. back-up strip. X 5. (Re- silicon bronze is joined to steel employing a 10% alumi 
duced by upon reproduction) num-bronze filler wire. A 60-deg included-angle groove 
was used with an aluminum-bronze back-up strip. Left side 
is silicon bronze, right side is steel. X 3' .. (Reduced by , 
upon reproduction) 
: Fig. 12 Photomacrograph of a cross section of weld GSMA 
112 produced by the manal inert-gas-shielded metal-arc 
process. It was completed in six passes. In this case, 
4 aluminum bronze is joined to steel employing a 10% Fig. 14 Photomacrograph of a cross section of weld GSTA 
aluminum-bronze filler wire. A 60-deg included-angle 88 produced in -in. silicon-bronze plate by the manual 
groove was employed with a © .-in. root opening and a inert-gas-shielded tungsten-arc process. The weld was 
back-up strip of aluminum bronze. Left side is aluminum completed in six passes. Filler rod employed for each 
bronze—right side is steel. X 2. (Reduced by upon pass was of a diameter to produce a layer of approxi 
reproduction} mately -in. depth when rod was used at the rate of one 
: inch per inchof weld. A 60-deg included-angle groove was 
“ employed in this joint with no back-up support of any kind 
7 weld without danger of burning through or the forma Straight polarity direct current was used. X 2. (Re 
tion Ob Phe second pass Was made employing duced by upon reproduction) 
d rod at 225-250 amp The second pitss 
required « travel speed of about 14 ipm to avoid bur 
2 through third Piiss Wiis ide emploving i sind Dis mila Vita sometimes Tor p 
3 diam rod at 275 amp and travel speed of 12 ipm. The of strength, corrosion resistance or economy, the mod : 
- fourth pass was made emploving a in. rod at 315 ern designer may wish to join a copper-bise 
amp and el speed of 10 The fitth piss Wa lent Numerous tests in the pust Tew eul 
emploving in. diam rod at 565 mip at ~ho that both silicon bronze and 
travel speed hin Piss Wits made emploving a he satisfactorily welded to steel by the inert-g < 
diam rod at 390 and 9-ipm travel speed hielded metal-are process emploving a LO! 
Phe filler-rod diameters employed are such that the bronze filler metal conforming to AWS ( 
use of Lin. of rod per inch of pass automatically pro MCuAl-A2 
viddes pass depth of pproximutely Selection of For the joining of either of these lay toy 
rod in this manner makes it unnecessary for the opel overlay of aluminum bronze is required olmine 
tor either to feed or drag the filler rod his method ot linn bronze to steel the overlay J required 
viding filler metal makes laver depth consistent, on the steel. Satisfactory welds bet weer 
iting weld having in excellent “Uppearance nd steel have been produced novel 
- The omt geometry emploved for the we lds im this either on the silicon bronze or the stee! 
series is shown in Table 3 In either case, root openimgs of at least 1 cde 
\ summary of all of the welding-procedure details iruble, since for purposes of economy it is desirable 
* emploved in the production of welds produced tor this provide a joint design that will permit the application ot 
. nvestigation is shown in Table 4 the overlay in sequence with deposition of the joining 
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Fig. 15 Photomacrograph of a cross section of weld GSTA 
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Fig. 16 A photomicrograph of a cross section of weld GSTA 
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Fig. 17 A photomacrograph of a cross section of weld 
GSTA 19 produced in in. aluminum-bronze plate by the 
manual inert-gas-shielded tungsten-arc process employing 
This weld was made in four passes. 
A 75-deg included-angle groove was employed. X 4 
(Reduced by upon reproduction 
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Fig. 18 Photomacrograph of a cross section of weld GSTA 


92 produced in -in. aluminum-bronze plate by the 
manual inert-gas-shielded tungsten-arc process using al- 
ternating current. This weld was completed in one pass. 
A slight groove was ground on the butting edges. X 4 
(Reduced by upon reproduction) 
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X 4° .. (Reduced by upon reproduction) tubes ,- x 0.049-in. Admiralty metal. 
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Fig. 1 Photograph of typical sample of welded assembly 
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combinations and preheat treatments, for the | CrMo 
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Fig. 5 Bar graph showing results of hardness surveys of 
filler metal, base metal and heat-affected zone for various 
combinations and preheat treatments, for the 5 CrMo 
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Fig. 7 Photograph of typical casting weldment of cast 
red-brass tees, elbows and flanges, and wrought red-brass 


pipe 


Fig. 8 A closer view of a typical red-brass casting weld- 
involving wrought pipe, cast elbow and cast flanges 
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Fig. 14 Inside view of cast 5% Cr—' -%Mo alloy-steel 
slide-valve body showing extent of metal removal to 
minate cracks at the flange-bore surface 
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Fig. 12 Photograph of cast 5% Cr-' -% Mo alloy-steel 
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EVALUATION OF SPOT WELDS MADE 
THROUGH PRIMERS AND SEALERS 


Primers and sealers found lo have no delrimental effect on the 


spol welds mhen melding Is performed in accordance 
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Top to bottom—LS, HS, LN, HN 
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1 the 1) 
( ( 
( led sp 
‘ ‘ 
Both the | ( 
ed 1) | 170 O10 
equ () 
st 


Coupon-type fixture 


Fig. 7 Spot-weld fatigue test 


red to ire | ible 2 Phe re- 
iit | patter wh hy vould 
ad ( or primers on 
streneth of spot | howeve fairly 
det natt , ce shown by the 
\ ore ipparent 
e eht-ong vere not 
ipphed rie LS2 


| 
4 

= 
to 

\ 


Fig. 8 


—Spot-W eld Fatigue Life in 10 


Trough-type fixture 


Spot-weld fatigue test. 


Conclusions 


Trough-type fixture 


Fig. 2 Spot-we Id fatigue test. 


3—Chemical Analysis of Test Steels 


ye H Heavy gag S430 s1 
VJ \ | 
fit into the test fixture Phe bare samples, Cod 
ty ere Ve ted i> i control lo pro 
es with the sealers prime 
Phe trough specimens were mounted Te 
bigs. Sand? All troughs withstood 
tion at the rate of 30 cps, with a double 
0.200 period of ht Exception ere th 
few troughs te <ted vhich ce eloped 
| 
the reinforcing plate on top ol the mou 
— eld po 
4 Summary 
through one primer and Tour searers 
oints which have had sealers apphed to th ! 
i 4 > 
: i 
| . eld strength of spot elds hen the eldiny 
Amendment 1, 12 June 151 ‘Welding, Le ( 
steols. Austenitic Steels, and Nickel Mloys, Sp 
Phe author thanks ‘T. Binkley, 
Ordnance Tank Automotive Cont 
their 
/ wage ( stent 
Hi S450 tet 
\I ten \ | te 
Weeping 


FIRST ALUMINUM TUGBOAT 
FEATURES ALL-WELDED CONSTRUCTION 


The M/V Sumter is the first aluminum tugboat to be 
| built in the United States and the first aluminum vessel of 
American Bureau of Ship- 


{) lel Fig. | 


any type to be certified by the 


— gi ping. This all-welded shallow-draft vessel is designed for 
2 use in the bayous and marshland oil fields of Southern 
Louisiana 
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5083 and 5086. Three-eighths inch aluminum plate was Und nags dequate clearance to 
used for the hull and in. for the deck and main bulkheads ISSUre HO thl 


AvGustr 195s 


>ractical Welder and Designer 

ertified by the Ame Bu | Shipping ie 
| 
pe! 
( : 
a 

if 
4 

‘ 

| 


Fig. 6 Attaching stern bumper 


Fig. 3 Welding aluminum plating to framing at chine 
inside the hull 


Fig. 7 Assembling and welding the aluminum rudder 


components 
too thee inderside of their bases Aluminum piping 
iis ilnted the pulps, engines and other ec 
e ment bv ol rubber ot composition 
pects 
According to the fabricator, a number of advantage 
4 
: vere realized during construction. Because of 
um’s light weight and ease of work bilitv. Bo 
Boats estimates hull construction required appre 
mately 306, less man-hours than a comparable be 
ster Phev found an ideal material 
: relatively small vard with limited equipment 
Welders without previous experi 
vere able to pass ABS certification with no diff 
Fig. 5 Welding chine brackets 
ind welding was much more rapid than with ste 
eccording to Bryant. Cutting was saecomp! ~hed 
Ord portable power saws 
All bolts, setscrews nd other fastening devices are Figures 2 through illustrate some ol thre velding 
ol stuinless steel, with the main engines inst illed on perutlons performed in the fabriention of the Numi 
laminated plast pads Auxiliary generators, pumps Phe inert-gas-shielded metal-are welding process 
: and compressors have PAW tape apphed with adhesive ised 
THe Journal 


SO4 


| 
§ 
‘ 


NEW INLAND-WATERWAY TOWBOATS HAVE 
WELDED STAINLESS-STEEL HULLS 


Fig. 1 The USS-1, the first inland-waterway towboat with 
a stainless-steel hull 


Fig. 2. Welder puts finishing touches on the stainless-steel 
hull of the S.M. Jenks, last of three stainless-steel towboats 
built for inland-waterway service 
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Fig. 3. All rudders, struts, shafting and propellers of the 
three towboats were also of welded stainless-steel con- 


struction 


Fig. 4 Typical arc-welder installation used in the con- 
struction of the USS-1, the H. B. Jordan and the S. M. Jenks 
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FROM COILS OF STRIP STEEL 
TO CONTINUOUS-WELD PIPE 


Fig. 2. Coiled skelp from the 44-in. hot strip mill is passed 
through this furnace, heated and then formed into pipe in 


continuous-weld pipe mill 


Fig. 1 Raw materials for the continuous-weld pipe mills at 
the Aliquippa, Pa., Works of Jones & Laughlin Steel Corp. 
are these coils of strip steel. The strip, which has been slit 
into widths ranging from 6° to 17’ in., is produced ona 
44-in. hot-strip mill in coils weighing as much as 18,000 Ib 


Fig. 3 Operator controlling the performance of the weld- 
ing and forming stands from a pulpit 


SO} Thue Jovi 


merat 1 nit ela pipe t thy ‘ | ted fe) rolley eley } } 
Aliquippa. Pal. Wo t Jones & Laughlin Steel Corp the elp flat d straight in order that it | 
}) Ted proces vis ~tep-bv-step d the loop table, through the preheat ti ‘ | 
ount of | vit ous-weld pipe is mises through the welding fu e without | bend 
fron oils of strip ste the Now é 
hig til end of one corl reached, t! 
Cooled pis pla on spool one of ) run through the fl } ela } 
| | 
‘al 
iN 


Fig 4 gwen tightens one of the forming rolls 
continuous-weld pipe mill 


Fig. 5 As the welded pipe emerges from the rolls of the 
new continuous-weld pipe mills, it is cut to 42-ft lengths by 
this flying cutoff saw. The saw travels with the moving 
tube, hence the name ‘flying saw.’ The pipe is then split 
to 21-ft lengths, cooled and then inspected 
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Fig. 6 Georeting Schloemann hydrostatic tester, which 
simultaneously tests five tubes with water pressure up to 
3000 psi 
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Raa el mined” in mert-@us tungstet 
ded cont re being produced tor con 

ere int t Oak Ridge Nation Laboratory Oak 
Ridge Sented in st ess-steel Containers, these 
diouctive tel e used tol special ipplications i 

the t lOve the etals dustrv has be 
come one the largest users of radioisotopes Applic 
Ons ve ty irgien! research on mineral 
flotation and slag-metal reactions to production opera 
tious like IT oneontact gaging of rolled sheet 
ind strip 

In the initial production run at the Laboratory, the 
remotely controlled tungste r velding process Wis 
ised to se psules contaming a total of SOOO curies 
Inits) of radio e col 

Containers Consists of two parts in inner eviinder to 
hold the radioactive material and an outer staimless 


icket to hol {the evin der The evlinder ix sented 


by a plug which is tungsten-are welded in place. “Phe 


outer Ket Is ther ~t by welding 

plug fitted with a handling post inte the top of the 
jacket The containers, which vary from , tod im. u 
diameter. may be used in a single unit or ar inged it 


multiple units as am irr idintion facility 

the contuimers are fabricated tor 
use, they need i dependable seal to pre ent lenkage ol 
radioactive material, These materials, such as cesium 
137. iridium-102 ind cobalt-60, have been eanned” 
for some time by the Radioisotope Department ol the 
Laboratory But previous containers could not vith 
stand exposure to high temperatures COrrosiv’ 


solutions -necessary conditions of many medical and 


industrial applications 

To meet these exacting operating conditions, the 
Laboratory dee ided to make the contamers with ‘Type 
216 stainless steel due to its weldabilits and resistsnce 
to corrosion from chloride salts ind the itmosphere 

According to Oak Ridge, tungsten-are welding wis 
selec ted to rep] pre methods, h 
and gasketing, for three main reasons | urgon- 
shielded tungsten-are welds are stronger, more ductile, 
ind more corrosion-resistant than welds made with 
ordinary are-welding processes 2 irgon shielding 
rvoids the need for a flux eliminating the possibility ot 
flux penetl iting the container and enusing corrosion 


ind (3) tungsten-nare welding Is an outstanding process 


SOS 


Fig. | Looking through several layers of special lead glass, 
a technician at Oak Ridge National Laboratory mechani- 
cally manipulates the tungsten-arc torch. Radioactive ma 
terial is being sealed in a stainless-steel container for use in 
medical and industrial applications 


for welding stainless steel 


The remotely controlled welding assembly placed 
shielded cell equipped with mechani hipu 
tors is shown in Fig | The issembly col 1 
prece tuinless-steel trame motor en po 
for both the toreh and contamer- Controls for the 
motors are located outside the cell menu 
dow 


C ontamers ire sented with end on ~ide cireumilere 


velds (see Fig. 2 Test welds were made on st 
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Fig. 2 These typical tungsten-arc-welded stainless-steel 
containers, filled with valuable radioactive materials, have 
a wall thickness of 0.020 in. Note the handling posts on 
the larger outer jackets 
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eld pens th 
}) ost eld t development in 
po produ lt ed fure to seal large 
led ints of to be produced 
») there sl ty the ed Product Pilot Plant at 
MOTORIZED SETUP SIMPLIFIES 
: FLUXING OF FLANGED PARTS 
ed Phe flu erve iting to prevent 
part, sl lig ig with AWS Sp b-Ag-l alloy. Experi- 
{ CsI ed that the usu l 1 ish method was too 
nd tedious because of thi kward hand posi- 
required to flux the uppe nad tower surtaces of 
he flange plus thi eas of sl ljncent to the flange 
Dipping was impractiesl because the issembly is open 
he end 
Fenwal solved the probl th a motorized fixture 
vhich holds the part the hot mital plane and ro 
, tates it betweer pair of flux brushes. The end of the 
shell is inserted iy oHet mounted on the shaft of a 
Iractional horsepowe oto rotates at a speed 
low enough (about 45 rpm) to prevent the flux from 
spraying off by centritugal sactio Phe collet ID is 
ibout In. oversize to permit the shell to be slipped in 
and out freely, and is long enough to support the shell 
for about OF its length to prevent excessive sag or 
play during rotat 
Phe fluxing brush: ire held in the ends of 
3 tube bent around to straddle th flange. The brush 
holder, which pivots freely on ixle, is slightly over- 
weighed at the front end, so th he brushes dip into 
the trough of flux when the operator releases the handle 
Fig. 1 Fluxing of awkward contours is speeded up by In this manner. the brushes sv ng out of the way when 
motorized fixture which rotates part between a pair of 
brushes, fluxing both surfaces of flange simultaneously the fixture is being loaded and ar Ways covered 
Brushes are installed in the ends of a -in. tube bent to with flux ready for use Phe fluxing rate with this 
form a handle by which operator controls flux application setup Is about 8 see per piece 
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Fig. | These are six parts of an electric motor welded by the inert-gas metal-arc process. 


comprise the motor frame, while the three on the right constitute the armature shaft 


SOMETHING’S UP... 
WITH INERT-GAS-SHIELDED 
METAL-ARC WELDING 
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on the left 


Fig. 2. After the three pieces of the armature shaft have 
been assembled in a hand arbor press, they are joined by 
automatic inert-gas metal-arc welding in a lathe-type fixture gas metal-arc torch 
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Fig. 3. With the motor-frame parts temporarily assembled 
on the armature shaft, the parts are welded with an inert 
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onnecticut Turnpike’s Yankee Doodle Bridge, crossing the Norwalk River at Norwalk 


Fig ] Cx 


NEW TURNPIKE BRIDGES ARE WELDED 
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SUBMERGED-ARC WELDING T-1 STEEL 
IN BIG FABRICATED BEAMS 
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Fig ] Depositing fillet weld with portable semiautomatic 
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No rewelding possible... 


Job for Inco-Weld “A”... the electrode 
that handles most problem joints... 


and welds most dissimilar alloys, too 


n 
toini »m? 
Insulating jacket prevents weld repairs What's your joining problem? 
| a Tew test atile Weld “A” Klec- 
Permanent we trode, the elect tn tne t tive green flux, for 
elding ra or Inco-Weld 
A” Wire the rt-gas etal-are wire ist 
ntrod ed Oth e higt velds between 
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1 1200°F. and be u “Now Ci Weld Dissimilar Alloys Easily” in- 
Inco-Weld “A” Electrode produces lds_solved and 


strong, sound, ductile welds dissimilar alloy 


Atte eries of tests, they tf d It Weld 
t velds need THE INTERNATIONAL NICKEL COMPANY, INC. 


more, the dey ts 1 th th elect 
efficient of exvai ahi e to that of thi 67 Wall Street New York 5, N. Y. 


INCO WELDING PRODUCTS 


electrodes + wires «+ fluxes 
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ment became effects isof May tl, 


AWS COMMITTEE TOURS OAK RIDGE LABORATORY 


Following their Gatlinburg, Tenn., conference, members of the AWS Committee on 
Piping and Tubing were guests of Union Carbide Corp. for a tour of nuclear 
facilities at Oak Ridge National Laboratory. Here, the welding experts are view- 
ing the loading face of the graphite reactor which is the world's oldest operating 
reactor. Much of the world’s supply of radioisotopes are made at Oak Ridge 
National Laboratory 
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LONG BEACH SECTION 
HOLDS ANNUAL 
i WELDERS’ BALL 
f: . Past-Chairman A. J. Smoke and his party enjoying an evening of dining and 
‘ dancing at the Annual Ball sponsored by the Long Beach Section on May 1 6th 
* Chairman Davenport (right) assisted 
by Bowers and the talented 
ior Soe are ‘fe to righ Me 
8 lady of the accordion draw the lucky Aniong the many familiar faces seen at this gala affair were (left to right) M 
‘3 ive e e 
numbers for door prizes Cox, Graham, Davenport, Teeter, Anderson and guest 
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SMITH DISCUSSES PAST AND PRESENT AIRCRAFT 


Charles B. Smith was the principal speak it the Jun Oth meeting of Long Beact The ffee speaker, a skin-diving se 
— His subject dealt with past and present aircraft manufactured by L gia tructor from Los Angeles county, dis- 
Aircr ft Ce sp fy ar d gear used 


ANNUAL ELECTION 


Sunnyvale Calif 
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WELDING INCONEL X 
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A. G. Presley, Jr. (center), of El Camin R. E. Glick and R. G. Morales of Long Beach City College were awarded trophies 


naar tien me for arc welding and combination arc-gas welding, respectively. The H. |. Tullis 
pile sae 3 silly eae Memorial Foundation award of $100 went to Jess Rankin. Left to right (above) are 
Committee Chairman G. Garfield is at Mr. Glick, Jim Creig instructor), Mr. Morales and Mr. Rankin 


left, and Instructor Davis at right 
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MEREDITH SPEAKS ON WELDING OF INCONEL X 


Some of the many Aircraft and Rocketry Panel members and quests who turned 
out for the June 5th meeting in Huntington Park 


Technical Speaker Russell Meredith 
presenting his paper on ‘Design and 
Fabrication of an Inconel X Missile 
Rudder Shaft’ 


M. D. Bellware, a guest from the New 
York Section, participating in the dis- 
cussion of Mr. Meredith's paper 


Wevers and R. W. Woodling 
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NEW CHAIRMAN 


A. M. Hubbard (left), the incoming 
chairman of the Santa Clara Valley 
Section, receives the symbolic gavel 
from the retiring chairman, M. J. 
Sebastian, at the June 7th meeting 
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Practical Welding Metallurgy 
By Jay Bland 
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THE FUTURE OF WELDING 


Chicago, Ill. 
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CHICAGO SPEAKER NEW ORLEANS SECTION ELECTS OFFICERS 


‘The Future of Welding was the 
subject of Ted Jefferson's talk before 
the Chicago Section on May | 6th 


Recently elected officers of the New Orleans Section are, standing (left to right) 
W. A. Wilson, chairman; R. A. Fiautt, Jr., outgoing chairman; G G. Haddock, 
secretary; and S. L. Ritter, treasurer Seated (left to right) are: W G. Blackwell, 


vice chairman, and J. M. Bayhi, outgoing vice chairman 


Louisiana band t \ nt 
ELECTION OF OFFICERS 


New Orleans, La. 


nee bucket teeth 
wearing too fast? 


1 M. REG U. S. PAT. OFF 
11% — 132% 
MANGANESE -NICKEL STEEL 


WEDGE BARS 


minimize impact 
& abrasive wear! 


FBI WORK 
Kansas City, Mo. 1 


e Workhardens to 550 Brinell 

@ Practically eliminate build-up welding 
@ Put buckets back on the job with max- 
imum efficiency. 


ECONOMY OF WELDING 
Newark, N. J.) 


—STULZ-SICKLES CO. 


PORT AVENUE AT JULIA ST., ELIZABETH, NEW JERSEY 


4 

| 
| 


For details, circle No. 10 on Reader Information Card 


1958 


| 
oF 
hie 
nterest t 
4 
ue 
\\ 
\l Sth at ft 
Golden Ox Restaurant IN 
| cor $ 


Past-President Joseph H. Humberstone 
3 was the principal speaker at the May 
20th meeting of New Jersey Section. 
Topic: ‘Economic Advances of Weld- 
ing of Interest to Top Management” 


The newly elected officers of the New Jersey Section for the 1958-59 fiscal year 


are (left to right) 


H. W. Hoffman, vice chairman; 


S. L. Sullivan, treasurer; W.G 


Benz, chairman; and R. V. Thornton, secretary 
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PHILADELPHIA SECTION HOLDS DINNER DANCE 


Seated at the head table at the June 7th ann yal dinner danc 
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Chairman Schaub receives gavel from Fred Judelsohn leads community sing- 
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ronson GEARED ELEVATION 


Versus Ordinary Power Elevation 


The best working position is as near the floor as possible. The 
only reason to elevate the work on the positioner is to give floor 
clearance for extra large work pieces. 


ORDINARY POWER ELEVATION 


ARONSON 


=; 55% 6” 1133 
tat . | | i = 
33°’ EFFECTIVE RANGE 


In the ordinary positioner the work- 
piece can be no bigger than 9°-3” in 
diameter if it is to clear the single 
post sticking up the back 

This means that the single-post 
design requires large work to be 
loaded on the table in the flat posi- 
tion when the table is at least 
108 3% (over NINE FEET high!) above 
the floor 

At that height, there is only FIVE 
INCHES additional height range! 
With ARONSON “Geared Elevation 
there is no limit to the diameter of 
work that can be loaded on the 
table in the flat position when the 
table is at its minimum height of 
57 ¥2"" (LESS THAN FIVE FEET high!). 
And then you still have THIRTY- 
THREE Inches of Powered Elevation 
to use as you need it. 


ARCADE, NEW YORK 
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MEMBERSHIP CLASSIFICATION 


Sustaining Membe e Member 


Student Member 


ALBUQUERQUE 


BIRMINGHAM 


LONG BEACH 


LONG ISLAND 


CHATTANOOGA 
LOS ANGELES 


NEW JERSEY 


NEW ORLEANS 


Members 


Life Members. 


Member Total 


\\ | 
NORTHEAST TENNESSEE 

NORTHERN NEW YORK 
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OKLAHOMA CITY 


PHILADELPHIA 


PITTSBURGH 


PROVIDENCE 
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SAGINAW VALLEY 


() 


SALT LAKE CITY 
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SAN FRANCISCO 


Total Nationa 
Sustaining Members 
Associate Members. . 


Student Members. 


Honorary Members.. 


Membership 


12,425 


Support Your Society—Be Active! 
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Hobart Completes School to Train 
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This new Hobart Brothers Technical School, Troy, Ohio, covering 80,000 sq ft of 
floor space, is devoted to teaching, research and development in the welding field 


on a nonprofit basis 


120 welding stations for training 


Close-up of the gas-welding section at 
students in the use of all types of arc- 


the Hobart School shows testing facili- 
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By Dr. Gerard E. Claussen 
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NEW J & L OXYGEN 
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Air Products facility at Aliquippa, Pa 
supplies 230 tons per day of 99.5% 
pure oxygen for the new 
oxygen process” of Jones and Laugh- 


lin Steel Corp. 
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Welded Aircraft Carrier Aronson Appoints 


Launched in New York Six Dealers 
Linde to Build Liquid-Gas Plant 
| ve O in California 
' 41 Airco Plants Win resident. Pri 
Deputy Secret Safety Awards u 
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ASM Introduces Home-Study 
Course in Oxyacetylene 
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| . I National Carbide Company 
‘ ron A DIV N F AIR RED TION COMPANY N R RATE 
‘ GENERAL OFFICES: 150 EAST 42ND STREET, NEW YORK 17, N. Y 
O53. y ; P ‘ naget AT THE FRONTIERS OF PROGRESS YOU'LL FIND AN AIR REDUCTION PRODUCT 
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Customers get Better Steam Iron and Save °2 


ily inated in the switch to aluminum, and rejé 


When Dominion Electric Company changed from siivet 


brazed bri to Alcoa Aluminum in the manufacture of now few and far between. The new Dominion steam 
the team iron tanks, thes slashed material costs, I ghter, heats faster, offers better protection age 
simplified and speeded p production. The switch to rrosion and tank perforation 
alun m and resultant savings in production costs \leoa is a never-ending source of new and bett 
meant an 11 per cent reduction in retail selling price and t, weld. braze and solder aluminum. Write for FREE 
a better | for the consumer's money. hook nd films on joining aluminum Find out | 

To get these | juction savings, Dominion decided minum can help you cut production costs and Improve 
assemble tl nk by furnace brazing rather than weld \ r product. For more information, contact one of thi 
ing. For the tank bottom, they ised new alclad No. 100 Ak listributors listed here, or write Aluminum ( 
Brazing Sheet th special 1 ner cladding of alloy 7072 pat f America, 1741-H Alcoa Building, Pittsburg! 1%, 
to protect th e metal against penetration. No. 715 Pent nla 
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pone! re | edi in e single operation, 
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Introducing . 


High-Temperature 
Brazing Flux 


XCEL-FLUX “NF” 


Chemically active 
up to 3000 F. 


Developed to meet new demand 
of industry for high-strength 
bonding of steel, stainless steel 
Inconel and other high-tempera- 


ture metals and alloys 


AMERICAN PRODUCTS 
CORPORATION 
525 S. Dearborn Street 
Chicago 5, Ill. 
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Pureco Sets Up Pacific Region 
oda ly Pur 


Burdett Oxygen Opens Branch 
in Detroit 


KSM Opens Plant in Canada 


WELDED DESIGN PAPERS 


Wanted for 


AWS 40th Annual Meeting 


Deadline for Abstracts: 


August 15, 1958 


ELECTRONIC TRACER 
INTRODUCED 


Flame-cutting torches are guided by 
the first electronic line tracer for 
flame shape-cutting machines in the 
United States, according to an an 
nouncement by the NCG Division of 
Chemetron Corp. The new optical 
sensing system, developed for NCG 
by Canadian Westinghouse Co., Ltd 
steers steel-cutting torches by ‘read 
ing ordinary pen or pencil line draw 
ings, reducing cost of pattern prepa 
ration by an estimated 75% 


BUSINESS IS WHERE YOU 
FIND IT 


Two AWS members, Andy Axtell 
(left) and Clayt Herrick (right), are 
being guided through the Lago re- 
finery on the island of Aruka in the 
Netherlands Antilles by Henri M 
Nassey of the Standard Oil subsidiary 
Messrs. Axtell and Herrick are re- 
spective presidents of Essex Welding 
Equipment Co., Newark, N. J., and C. B 
Herrick Mfg. Corp., Cleveland, Ohio 
A great amount of welding is being 
done at the South American installation 


Wa 


have re t reaniz Amer 
in-Hochman Welder and) Machine 
ganization, managed by John R. 
rking t ny is 
J 
d 
Carhe ( | Air Reduce 
Ber Los Ang Poort and 
Giles. § trict 
i] r all 
Techr i Des Ang t 
Detroit, M t 20137 Sher 
\ near the S-M 
4) 
ger of the Detroit unit 
tivipant’s organiza Holton, 
he recent construct ft parate 
i Design tr | } ation ( ( “2 
She ndas 
sub) 
| (dnt 
Resistance Welding Merger 
Phe Amen | 
( | ( 
Ralph H & | 
| 


ARC WELDING AT WORK CUTTING COSTS | 


steels with 


JETWELD 
LH-70 


e Outstanding overhead and out-of- 
position operation 


Weld questionable 


High physica! properties 


e Fast, easy /ron powder action - 


Jetweld LH-70 operates overhead with the 


smooth, fast actior ind has the high physical ‘ 
properties of a low 
Produces crack-free welds on heavy plate with 
a minimum of stress relieving. Reduces the need 
for prehe it on medium carbon steels — makes 
porosity free we Ids on sulphur bearing steel. 


A.W.S. Classification E-6016 


Look for the three dots e e e symbol of Lincoln 


quality. Weldirectory of Lincoln mil ld steel elec- 


trodes Bulletin VOU.1 sent Iree On request. 


The World’ Largest Manufacturer 
of Are Welding Equipment 


THE LINCOLN ELECTRIC COMPANY, Dept. 1943 CLEVELAND 17, OHIO 
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SAFETY 
ECONOMY 


HI-AMP 


GROUND CLAMPS 


® Spring cannot be knocked out 


® Spring adjustment screw for easy re- 
placement or adjusting 


© Sturdily built for excessive abuse 


© Designed especially for all-around weld- 
ers needs. 


LENCO. inc. 


Box 189, Jackson, Mo. 
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Chicago to the ho fice in Merchant 


Minnesota Representation 
for Peck 


CB & | Moves Facility 


Chicago B & Tron Co., | 


Robert V. May, owner of the R. V. 
May Co., Prestonsburg, Ky., is shown 
receiving the Lincoln "“Wel- 
dealer of the Year’ award from F. H. 


lectric 


Smith, district manager, and Robert M. 
Losee, welding engineer, both of the 
Lincoln organization. The award cites 
the company for ‘outstanding achieve- 
ments in performance, cooperation, de- 


velopment and leadership 
able mentions presented to 
Mark Twain Supply Co., Hannibal, 
Mo., and Edgar Stumpf, Muscoutah, 


were 


WELDING LIBRARY 
IMPROVED AT OHIO STATE 


A welding patent classification system 
has been added to the A. F. Davis 
Welding Library at Ohio State Uni 
versity which files over 15,000 patent 
specifications. The library houses 5800 
books on welding. Shown in the 
library are Prof. Roy B. McCauley, 
chairman of Ohio State's welding engi 
neering department, and Mrs. Ava 
Gordon, librarian 
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Alcar 


Phe N 


— 
tik 
Chicago headquarters oft ntral 
C Batuk was transterred rom 
ville while Howard Berndt and Joseph | > 
i 
lent of Welding Su 
4 ~ Peel ines sUDD 
resent represent Welding 
Kaquipment Cor \ 
Fee Torch Co.. Inc. and 
: Houston Erect District { t to 
east of Houston, Tex., 
Phe Houston Erection District fs 
ties ! iding ! i> rite Unique Equipment, Ine., 122 Sumyprte 
field nstruct nt St. Brooklvn 33. N. Y., t 
plate rolls, edge preparation equipment ippointment Anderson equ 
nd a crane runws rly lo- Co Los Angeles rane! 
4 ted on a thi wre tract on ¢ tor tributor for the fin Ot posit 
Anderson Equipment will cover t 
ales in Garland, Tex WINS LINCOLN AWARD 
The new Mt facilit ntains 
odern sand and centritug isting 
rom which Ampco “| ards Ultrasonics Corp., Mu 
luce bronze castings ranging ~ize t ola. I | has ured Alear | 
re than Bl Ib. This is double th ¥ ments Ine., Little Ferry, N. J 
rig innouneed capacit ost Ing to an nt by Paul M 
stings and represents upgrading of Platzman, Narda’s pre 
iltrasonies research and deve 
ind is a supplier of custom-bu 
hasan nantmente Commenting on the saequisiti 
tance «af he two ompal 
rt} Yor (‘it per t users of ultrusot equipl ! 
th Vir t | ne tl onsult with one il 
rn New J Within the east tro-ncoustic problemi the \\ 
r ( }? ire neo ible to supp rvthing 
sales rat out of the the smallest stock ole is 
reat Pittsburg! cleaner to the largest and! 
Two n the soutl industrint ultrasonic svsten 
ist ri N.A such heavy-duty applications as M 
and ON t Art il Nisa ne hemical and pt il por 
iz no | 
a riott and W B respect \ nondestructive testing and Haw det 
« eng Nelson W tion, soldering velding and ariliing 
Tire WeLDING JOURN 


Westinghouse Report HARRIS CALORIFIC HOLDS DISTRIBUTOR MEETING 
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Executive Appointments at trom Ca. e midst of a two-day meeting 
Smith Welding with their distributors in which future plans were d -d and new products were 
introduced. The front row reveals (left to right) Gord Briggs, A. R. Gustofson, 
arl | Ba Bill Scott, Dave Booker, Fred Miller and Carl DeWitt. Seated in the 
second row are Howard Balthasar, R. Donovan, W. White, R. Brunhouse, E. A. Korl 
I nd F k Howard. Standing R. L. Rasmussen, Leigh Perkins, R. M. Wright, R. 
Flannery, St Taylor and Dick Boy 
( i 
Pes Wes West 
ind) Dick 
( he export 
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| 
ALL NUMBER ONE WELDS ~ 


if 
Built-in Timer the Trick 


Turns 


Sheet metal shops ready for new speed, 
economy and completely uniform spot 
welds will want the new Lectro Spot 
Here's why 
Operator depresses lever and, 
1—2-—3 

Tongs grip work at pre-set pressure 

Starter switch is actuated 

Weld sequence starts and stops 

automatically 

Result: EVERY WELD IS IDENTICAL! 
Pressure adjustment and electronic timer 
controls instantly accessible 
Three models in 115 or 230 volts weld 
mild steel of 1/8 to 3/16 combined 
thickness; 1.5 KVA weighs 29 Ibs., 2.5 
KVA weighs 39 Ibs 

Wide choice of tongs « available. 


Wisconsin 
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Walter L. Green Receives 


Honorary Degree from Wagner 
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WELDING 
ENGINEERS 


HIGH TEMPERATURES 
HIGH ALTITUDES 


Los Angeles Division of NAA 
is looking for 


neers with at least two vears 


eraduate engi 


experrence in we lding to work 
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inte mew and challenging areas of Positions Vacant 
Welding and Brazing Research 
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right man an unlimited opportunity 
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The Story of 


Chemetron Corporation 


Surfacing in Various Industries 
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WELDED REACTOR VESSEL 


A new ler has | 
Tubular Produet 
Bal k & W 
Pa I} 3 
PB-504 
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Stainless Steel 


This giant 100-ton pressure vessel was ‘i ora: 
top, Pa. plant by the automatic sub- 

merged-arc process and all pressure bor 

welds were examined by X-ray. Reader Int ut 


The stainless-steel cladding on the 
vessel flange was deposited by a 

Bulletin SP-20 
special automatic weld-cladding proc- 
ess. The unit is for the prototype 
nuclear propulsion plant of the nation’s ng Incon : 


first atomic-powered surface ship to OSS in I 


FOR 


WELD- GARD 


STOPS WELD SPATTER 


prevents adhes of weld spatter to metal 
X f able Orrosive 
1 off without finist 


DEOXALUM 


CLEANS AND DEOXIDIZES 
ALUMINUM FOR BETTER WELDS 


a bru wipe-off cleaner 
moves both organic and oxide 


w elect ire ant surfaces 


Send for complete information and samples. 


Clarkson Laboratories, Inc. 


3 930 N. Darien St., Philadelphia 23, Pa. 


Welding Supply Dealers: dealers needed in some creas 


For details, circle No. 34 on Reader Information Card 
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Spot Welding Inconel X 


0.032 


Seminar on 


RESIDUAL STRESSES 


@ What Are They? 
@ How Do They Get There? 
e@ Are They Dangerous? 
@ How Can You Get Rid of Them? 
Prof. R. Weck of Cambridge University and Direct 
f the British Welding Research Association, will 


to America this October to deliver seven 11 


portant lectures on residual stresses. Coupled wit 


these uutstanding lectures will be seven discuss 
¢ is by 14 American experts 

This Seminar w be held during the latter part 
Metal Show Week 


October 30, 31 and November 1, 1958 


Place: Wade Park Manor, Cleveland 


Registration Fee: Including lunches and 
lay >150.00 


Mail your reservation now r write for folder giving complete 


etails of this important ASM Metallurgical Seminar to 


American Society for Metals 


Metallurgical Seminar Division 
7301 Euclid Avenue Cleveland 3, Ohio 


For details, circle No. 35 on Reader Information Card 
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...individual packaging protects each 
TUBE-TURN Alloy Welding Fitting and Flange 


AVAILABLE IN... 


STAINLESS STEELS COPPER 
ALUMINUM ALLOYS SILICON BRONZE 
NICKEL RED BRASS 
MONEL ADMIRALTY METAL 
INCONEL TITANIUM 
HASTELLOY B&C ZIRCONIUM 
ZIRCALOY 


and “other non-ferrous metals and alloys 


MAIL FOR BULLETINS 


on Tuse-Turn Alloy Fittings and Flanges 


TUBE TURNS 
224 E. Broadway, Louisville 1, Kentucky 


Please send me bulletins on these fittings and flanges: 
Alloys Stainless Steel Aluminum 


Company Name 


Company Address 


Your Name 


Position 


City 


Your nearby 


and non-ferrous metals 
moly and chrome-moly. This one source for all! 
fittings and flanges enables you to simplify purchasing and cut red tape 


testing. He 


fitting | 
Here 
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tive, ¢ 
Here l 
TURN’ A 


nearby 


The trademarks “TUBE-TURN” and “tt” are applicable only to the quality products of Tube Turns 


FF 

° 
4 ANADA 


Tube Turns’ Distributor can supply your fitting needs in alloys 
as well as in carbon steel, wrought iron, carbon 
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e fitting th gh nd flange 
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inother plus value you get when you spect! 
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DIVISION OF CHEMETRON CORPORATION 
Louisville 1, Kentucky 
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working pressure \ 
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Short inlet connection 
reduces breakage, 
readily removed for 
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Nut supported over 
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This New PLUG-IN Welder Control 
Lets You 


ADD CONTROL 
FUNCTIONS 
AS YOU 
NEED THEM 


A Wide Range of Plug-In 
Units Enables You to Add 
Components as Your 


Welding Jobs Change 


HERE’S HOW YOU CHANGE 
YOUR BASIC CONTROL 
SIMPLY BY ADDING PLUG-IN UNITS 


FOR WELDING FOR WELDING 

MILD STEEL— ALUMINUM— 

BASIC CONTROL YOU ALREADY HAVE: 
INCLUDES THESE 3B Timer 

PLUG-IN UNITS: Rel iy Valve Control 
3B Tim ibe Firing Panel 
Relay V. re Contr 

Tube Firing Panel YOU ADD THESE 


PLUG-IN UNITS: 


Heat Control 
Up-down Slope 
Forge Delay 


Every feature you want 
—for every welding job 
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ustom control for every 
welding requirement 


@ all units are plug-in type 
for quick change 

available in“‘all electronic 
or “relay firing’ versions 

® auxiliaries for all conven- 
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® circuits include the latest 
safety features 
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SURVEY RESULT #1° 


of Welding Journal readers 


read the Journal REGULARLY! 


If proof were needed to establish the acceptance of the Welding Journal, 


this first Survey Result supplies it in ample measure. What is the appeal 
‘ of the Journal — why so high a degree of readership? Because the Journal 
vi : supplies the basic ingredients of the industry: authenticity, diversity, pride 
of profession — plus a nation-wide group of welding reporters who keep 
, sf the Journal informed of people in welding. Through the American Welding 
Society, the Journal reaches those who are most influential in buying and 
: specifying welding equipment and related product The best buy in the 
welding field — price-wise, result-wise 
WELDING JOURNAL 
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these Temperatures (F.) ; 

fo 113 375 1000 
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and control working temperatures from 113° to 2000 F. MS wy 238 500 1500 
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Opinions vary on the preferred 
tipping method but— 


be 


Welders say they prefer Sylvania more than ever, welders prefer 


Tungsten Electrodes because they Sylvania electrodes and why your 
tip easily and economically. Now welding supply distributor is happy 
Sylvania packs money-saving infor- to serve you with the industry’s 
mation on tipping with every pack- only complete line. 

age of welding electrodes. The leaflet Remember too, that for further 
“How to Avoid Waste’ presents protection against waste, Sylvania 
methods for proper re-tipping which electrodes are color-coded and packed 
are the results of experience and in a protective wood filler. 

research. Ask your distributor for Sylvania 

It’s just one more reason why, next time you order. 
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CLOSELY WELDED! 


@ Take approximately 13,000 men vitally interested in 
the Welding Industry . . . in its research and constant 
development. Give them a magazine that keeps them 
up-to-the-minute about their industry . . . about the peo- 
ple who make news in welding . . . where they go, what 
they do, when they do it. 

@ Such a group of men, closely welded together by a 
common interest, are the heart and fiber of the American 
Welding Society .. . and The Welding Journal is their 
medium of communication. 

M@ Advertisers in the Journal know this . . . also, they 
know that these are the people who are most influential 
in buying their product! 
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: THE CONTROL OF POROSITY IN 
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